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(54) FORMED FILLING CONTAINER AND METHOD OF MANUFACTURE OF FORMED FILLING 
CONTAINER 

(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a formed filling 
container in which a separated head portion can be 
utilized as an easy lid and further provide a method of 
manufacture of the formed filling container. a 
SOLUTION: A formed filling container S is comprised of 
a barrel 1 for storing flowing material and a head portion 
2 acting as a sealing section arranged through a neck 
part 3 at an upper end of the head portion 2. Then, this 
container has a structure in which the lower end of the 
head portion 2 is constructed in such a way that it can 
be broken, the cut and separated head portion 2 and an 1 
outer circumference of the neck part 3 are fitted to 
each other. A method of manufacture of the formed 
filling container is carried out such that a container 
middle member is blown or vacuum formed from parison 
filled in a forming die and at same time the flowing 
material is filled in the container middle member through 

an inserted filling nozzle, wherein a groove 22 is formed l / 

by an annular knife edge arranged at an outer 
circumference of the filling nozzle. 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1]A plastic falling container which is a plastic filling container characterized by comprising 
the following, the lower end side of said head is constituted so that a fracture is possible, and is 
characterized by having structure where a periphery of said separated head and said neck fits in 
mutually. 

A drum section which accommodates a fluid. 

A head as a sealed part established in an upper bed of the drum section concerned via the neck. 

[Claim 2]The 1st narrow diameter portion where it is the container according to claim 1, and the 
neck continues down the head, In inner skin by the side of a lower end of said head which is 
provided with a major diameter which continues down the 1st narrow diameter portion 
concerned, and the 2nd narrow diameter portion that continues under the major diameter 
concerned, and reaches said 1 st narrow diameter portion. A circular slot of an abbreviated V 
character-like section in the state where it cut deeply below is provided as a tear strip, and, 
moreover, an inside diameter of an approximately center of height of said head, an outer 
diameter of a major diameter of said neck — abbreviated — a plastic filling container which is 
the same, or is set Up more greatly than an outer diameter of a major diameter, and is set up 
more greatly [ a diameter of the aforementioned circular slot is smaller than an outer diameter of 
a major diameter of said neck, and ] than an outer diameter of the 2nd narrow diameter portion 
of said neck. 

[Claim 3]parison which is a manufacturing method of the container according to claim 2 and with 
which a metallic mdld for shaping was loaded to a container intermediate — a blow — or vacuum 
forming being carried out and. Have a process of filling up a container intermediate with a fluid by 
an inserted filling nozzle, and to the periphery side of said filling nozzle. A manufacturing method 
of a plastic filling container providing circular knife edge and forming a slot of an abbreviated V 
character-like section in inner skin of a head of a container by press of said knife edge. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Applicati«n]This invention relates to the manufacturing method of a plastic filling 
container and the plastic filling container concerned. 

In detail, when a head is opened, the separated head is related with the manufacturing method of 
a plastic filling container available as a simple lid, and the plastic filling container concerned. 

[0002] 

[Description of the Prior Art]A plastic filling system (Blow-Fill-Seal System) is a system which 
manufactures the plastic filling container with which it mainly filled up with the fluid by 
performing continue usly blow molding or vacuum forming, restoration, and operation of seal. The 
plastic filling container fits the package of the fluid of the comparison small capacity which is 
temporary as for liquid food, such as medicines, such as a parenteral solution, syrup, and a 
seasoning, etc., and] is used in order to separate and open an end. 
[0003] 

[Problem(s) to be Solved by the Invention]By the way, although it is thought that the contents 
with which the plastic filling container was filled up are usually promptly used after opening a 
container, depending on a situation, it may be neglected with an opening state. For example, in 
administration of the drugs with which the above-mentioned container was filled up, it may be 
interrupted with an opening state for other urgent work. As a result, contents may overflow and 
a problem may arise on hygiene supervision. 

[0004]this invention is made as a result of examination, and comes out of various means which 
can be temporarily closed in the once opened plastic filling container. When the purpose is 
opened, it is in providing the manufacturing method of a plastic filling container available as a 
simple lid, and the plastic filling container concerned about the separated head. 

[0005] 

[Means for Solving (the Problem]In order to solve the above-mentioned technical problem, a 
plastic filling container of this invention, It has structure where it is a plastic filling container 
which comprises a drum section which accommodates a fluid, and a head as a sealed part 
established in an upper bed of the drum section concerned via the neck, and the lower end side 
of a head is constituted so that a fracture is possible, and a periphery of a separated head and 
the neck fits in mutually. That is, a separated head functions as a lid of a container after opening 
by fitting into a periphery of the neck. 

[0006]A desirable mode in the above-mentioned plastic filling container, In order to improve 
airtightness in the above-mentioned fitting structure of a separated head and the neck, the neck, 
The 1 st narrow diameter portion that continues down the head, and a major diameter which 
continues down the 1st narrow diameter portion concerned, In inner skin by the side of a lower 
end of a head which is provided with the 2nd narrow diameter portion that continues under the 
major diameter conjeemed, and reaches the 1 st narrow diameter portion. A circular slot of an 
abbreviated V character-like section in the state where it cut deeply below is provided as a tear 
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strip, and, moreover, an inside diameter of an approximately center of height of a head, an outer 
diameter of a major diameter of the neck — abbreviated — same, it is set up more greatly than 
an outer diameter of a major diameter, and a diameter of a circular slot is set up more greatly 
[ it is smaller than an outer diameter of a major diameter of the neck, and ] than the 2nd narrow 
diameter portion of the neck. 

[0007]Namely, the edge of a head which is equivalent to a pars basilaris ossis occipitalis of a slot 
when a head is separated and a head is made to fit into a major diameter of the neck by a slot of 
an abbreviated V character-like section in the above-mentioned mode, It fits in closely in the 
state of being in the state where it projected inside, and entering into the 2nd narrow diameter 
portion side a little since it is smaller than an outer diameter of a major diameter of the neck. 
[0008]A manufacturing method of a plastic filling container concerning this invention, parison 
which is a manufacturing method of a container of the above-mentioned desirable mode and with 
which a metallic mold for shaping was loaded to a container intermediate — a blow — or vacuum 
forming being carriefd out and. It has a process of filling up a container intermediate with a fluid 
by an inserted filling nozzle, and circular knife edge is provided in the periphery side of said filling 
nozzle, and a slot of an abbreviated V character-like section in inner skin of a head of a 
container is formed by press of said knife edge. 
[0009] 

[Embodiment of the Invention]One embodiment of this invention is described based on a drawing. 
Drawing! is an outline view showing four halves each of the transverse plane of a plastic filling 
container, and the slide concerning this invention. Drawing-of-longitudinal-section **** drawing 
^indicates the shape and fitting structure of the head of a plastic filling container, and the neck 
to be. Dra wing 3 - cj lrawing 6 are drawings of longitudinal section showing the manufacturing 
process of a plasticj filling container, and it is a figure in which drawing 3 shows the extrusion 
process of parison, dra wing 4 shows a mold clamp process, and, as for drawing 5 , dr awing 6 
shows shaping and \he sealing process of a head respectively like shaping and the packer of a 
container intermediate. Drawing 7 is drawing of longitudinal section showing the structure of the 
filling nozzle which can be set like shaping and the packer of a container intermediate. Hereafter, 
in explanation of an embodiment, a plastic filling container is written as a "container." 
[0010]First, the container of this invention is explained. This invention is characterized by a 
container comprising the following. 

The drum section (1) which accommodates an outline and a fluid as it is the plastic filling 

container manufactured by the plastic filling system and is shown in drawing 1 . 

The head (2) as a sealed part established in the upper bed of the drum section (1) via the neck 

(3). 

[0011]the parison with which the metallic mold was loaded with the plastic filling system — blow 
molding — or vacuum forming being carried out and, After filling up the obtained container 
intermediate with a fluid, it is a container production means containing devices used for the 
method of carrying but shaping closure of the upper bed of a container intermediate, and 
manufacturing a plastic filling container, and the manufacturing method concerned, such as a 
specific metallic mold and a filling nozzle. As a fluid with which it fills up, a liquid object is mainly 
mentioned liquid food, such as cosmetics, such as drugs, such as a parenteral solution, and face 
toilet, syrup, and a seasoning, etc. 

[0012]As resin which constitutes a container, the thermoplastics in which blow molding, such as 
polyethylene and polypropylene, or vacuum forming is possible is used. Although the content 
volume of a container can be suitably designed according to the utilization object, it is generally 
about 5-200 cc. The thickness of a container is usually designed by about 300-800 micrometers 
in consideration of the whole rigidity based on a fill ration or shape. Closed-end cylindrical shape 
or a horizontal section is formed in an ellipse form, and the drum section (1) of the sectional 
shape of the neck (3) and a head (2) is circular, or it is usually formed in an approximate circle 
form so that it may illustrate. 

[0013]In the container of this invention, in order to twist and open a head (2), it gathers to the 
upper bed of a head (2), and (21) is provided in it, and the light-gage portion as a tear strip is 
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provided in the lower end side of a head (2). This light-gage portion is produced by establishing a 
slot (22) in the inner skin by the side of the lower end of a head (2) so that it may mention later. 
That is, the lower end side of a head (2) is provided with the structure where it is constituted so 
that a fracture is possible, and the periphery of the separated head (2) and the neck (3) fits in 
mutually, in the container of this invention. Thereby, the separated head (2) fits into the 
periphery of the neck (3), and functions as a lid of the container after opening. 
[0014]In the desirable mode of this invention, as shown in drawing 1, it has a specific structure 
for a head (2) and the neck (3) to fit in more closely. That is, the neck (3) is provided with the 
following as shown in drawing 1 and dra wing 2 (a). 
The 1st narrow diameter portion (31) that continues down the head (2). 
The major diameter (32) which continues down the 1 st narrow diameter portion concerned. 
The 2nd narrow diameter portion (33) that continues under the major diameter concerned. 
And as shown in drawing 2 , to the lower end side of the head (2) which reaches the 1 st narrow 
diameter portion (32). The converging section (23) whose diameter was reduced gradually is 
formed as it goes td the neck (3), and the circular slot (22) of the abbreviated V character-like 
section in the state where it cut deeply below is established in the inner skin of this converging 
section (23) as the ^bove-mentioned tear strip. 

[0015]And in the above-mentioned mode the inside diameter (Rj) of the approximately center of 
the height of a head (2), the outer diameter (r Q ) of the major diameter (32) of the neck (3) — 
abbreviated, or it being set up more greatly than the outer diameter (r Q ) of a major diameter (32), 
and, The diameter (R v ) of a circular slot (22) is set up more greatly [ it is smaller than the outer 
diameter (r Q ) of the major diameter (32) of the neck (3), and ] than the outer diameter (r.) of the 
2nd narrow diameter portion (33) of the neck (3). In drawing 2 (a), the half length shows the 
inside diameter (Rj) of the above-mentioned head (2), the outer diameter (r Q ) of a major diameter 

(32) , the diameter (Ijy of a slot (22), and the outer diameter (r) of the narrow diameter portion 

(33) , respectively. 

[0016]In the much ijiore desirable mode of this invention, when the separated head (2) is fitted 
into the neck (3), in order to regulate movement of the sliding direction of a head (2) and to 
make the touch area of a head (2) and the neck (3) increase, the height of a head (2) and the 
height of each part [of the neck (3) are set as a specific relation. 

[0017]As shown in drawin g 2 (a), the height (H) from the position equivalent to the slot (22) in 
the peripheral face Of a head (2) to the upper bed side inside a head (2) specifically, It is higher 
than the height (h^ to the upper bed side (34) of the neck (3) formed in the inside of a container 
from the folding point by the side of the upper part in the major diameter (32) of the neck (3), 
And it is set up lowpr than the height (h 2 ) from the folding point by the side of the lower part in 
the 2nd narrow diameter portion (33) of the neck (3) to the aforementioned upper bed side (34). 
That is, the relation of each of above-mentioned height is made by h^hKhg. The upper bed side 

(34) of a slot (22) and the neck (3) is formed of a filling nozzle (8) in the manufacturing process 
mentioned later. 

[0018]As shown in drawing 1 and drawingX(a), by twisting the knob (21) of a head (2), the 
container of this indention fractures the slot (22) of an abbreviated V character-like section, and 
separates a head (2) from the neck (3). And the separated head (2) can be used as a temporary 
lid by covering the neck (3) as mentioned above. 

[0019]In that case, the head (2) separated as shown in drawing 2 (b), When elastic deformation is 
carried out a little and this is made to fit into the major diameter (32) of the neck (3), the lower 
end edge of the head (2) equivalent to the pars basilaris ossis occipitalis of a slot (22), Will be in 
the state where it projected inside and moreover the diameter of the aforementioned lower end 
edge, i.e., the diameter of a slot (22), (R ). Since [ as mentioned above / smaller than the outer 
diameter (R Q ) of the major diameter (32) of the neck (3) and ] it is larger than the diameter (r^ of 
the 2nd narrow diameter portion (33), the aforementioned lower end edge of a head (2) fits in 
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closely in the state of entering into the 2nd narrow diameter portion (33) side a little. 
[0020]When the height of a head (2) and the height of each part of the neck (3) are set as the 
above specific relations, As shown in draw ing 2 (b), in the state where the head (2) was made to 
fit in, the upper bed side (34) of the neck (3) contacts the upper bed side inside a head (2), or 
the internal angle portion (24) of the upper bed side concerned and paries medialis orbitae. 
Therefore, in the container of this invention, the separated head (2) can be used as a simple and 
positive lid with little leakage. 

[0021]Next, the manufacturing method of the container concerning this invention is explained. 
The manufacturing method of this invention is the method of manufacturing efficiently, and 
fundamentally an above-mentioned container like the conventional plastic filling system, After 
inserting a filling nozzle in the inside of the parison with which the metallic mold for shaping was 
loaded and fabricating a container intermediate with blow molding or vacuum forming, a container 
intermediate is filled up with a fluid, and shaping closure of the upper part of a container 
intermediate is carried out, and a container is obtained. 

[0022]Specifically irj manufacture of the above-mentioned container, the main part metallic mold 
(4) of 2 block construction as a blow mold or a vacuum metallic mold and the vacuum metallic 
mold (5) of 2 block construction as shown in drawing^- drawing 6 are used. The cavity of the 
main part metallic mold (4) is produced according to the outside of the drum section (1) of a 
container, and the rjeck (3), and the cavity of the vacuum metallic mold (5) is produced according 
to the outside of the head (2) of a container, a main part metallic mold (4) — movement to a 
longitudinal direction — eye a mold clamp — or die opening is carried out. a vacuum metallic 
mold (5) moves in cpnnection with a main part metallic mold (4) in the upper part of a block of a 
main part metallic mold (4) — and independent movement to a longitudinal direction — eye a 
mold clamp — or di|3 opening is carried out. 

[0023]The manufacturing method of a container mainly comprises the shaping sealing process of 
a head as shaping and the packer of the extrusion process of parison, and a container 
intermediate. First, n the extrusion process of parison, as shown in dr awing 3 , you make it 
located where die ooening of a main part metallic mold (4) and the vacuum metallic mold (5) is 
carried out under the dice (6) of equipment for launching, and tube shape parison (P Q ) is 
extruded from a dic|s (6) to the inside. And as shown in drawing 4, the upper part of parison (P Q ) 
is cut, and the lowel' part of parison (P Q ) is welded by mold clamp operating a main part metallic 
mold (4). 

[0024]Subsequentlv|, it sets like shaping and the packer of a container intermediate, If the case 
where blow molding of the container intermediate which carries out approximately considerable 
to a drum section (II) and the neck (3) is carried out is illustrated, As shown in drawing 5 , a main 
part metallic mold (4) and a vacuum metallic mold (5) are located under the filling nozzle (8) of a 
filling apparatus, a filling nozzle (8) is inserted in the inside of the parison (P Q ) with which the 
main part metallic mold (4) was loaded, and blow molding of the container intermediate (P^ is 
carried out (refer t<J drawing 5 ). The above-mentioned filling nozzle (8) used for shaping of a 
container intermediate (P^, As shown in drawing 7 , it comprises an air jet hole (82) inserted in 
the center of an approximate circle pillar-like block [ mantle ] (81) and the mantle block 
concerned, and a filling nozzle (83) (restoration pin) which provided the prescribed interval in the 
center of the air jet hole concerned, and was inserted in it. 

[0025]A mantle bloik (81) is constituted so that parison (P^ may be turned to the periphery of a 
cavity of a main part metallic mold (4) upper bed and may be pressed from the inside according 
to the lower end surface formed in doughnut shape. In this invention, in order to form the slot 
(22) of the shape of an above V character, and the (dr awin g 2 (a) reference), circular knife edge 
(81e) is provided in the lower end surface of a mantle block (81). The air jet hole (82) is made as 
[ deaerate / by turns / by the change of the air line connected to this / the entrainment of 
compressed air, and the inside of a container intermediate (P^ accompanying restoration ]. A 
filling nozzle (83) is [constituted to an air jet hole (82), enabling a free attitude, in order to 
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prevent generating of air bubbles in the case of pouring of a fluid. 

[Q026]That is, in blow molding, a mantle block (81) closes airtightly the inside of the parison (P Q ) 
with which the main part metallic mold (4) was loaded by press of the parison (P Q ) by the lower 
end surface. In that case, a mantle block (81) forms a V character-like slot (22) in the inner 
circumference of parison (P Q ) by knife edge (81 e) of a lower end surface. In this state, the air jet 
hole (82) located in the upper part in a main part metallic mold (4) supplies compressed air to 
parison (P 0 ), and fabricates it to a container intermediate (P^ as shows drawing 7 parison (P Q ). 
[0027]A filling nozzle (83) is a container intermediate (P^ (filled up with a fluid (refer to drawing 
7).), being able to pull up from the state where it was once dropped to the pars basilaris ossis 
occipitalis of a container intermediate (Pj), gradually. Generating of air bubbles is effectively 
prevented by locating the tip of a filling nozzle (83) in the pars basilaris ossis occipitalis of a 
container intermediate (P^ at the beginning of restoration, and making it located in the state 
where it always inserted in the supplied fluid in the middle of restoration. An air jet hole (82) 
deaerates the insidi of a container intermediate (P1) by the change of an air line in the case of 
restoration. 

[0028]A filling nozzlb (8) is removed after blow molding and restoration, and it shifts to shaping 
and the sealing process of a head. By operating the depressurizing system connected to the 
above-mentioned vacuum metallic mold (5) in this shaping sealing process, stick to the cavity 
side of a vacuum metallic mold (5), and fabricate the upper part of a container intermediate (P^, 
and. Mold closure operation of the vacuum metallic mold (5) is carried out, and welding closure of 
the upper bed of a Container intermediate (P t ) is carried out. As a result, a plastic filling 
container (S) as shewn in drawing 1 and drawin g 6_with which the fluid was filled up can be 
obtained, and this cjan be taken out by carrying out die opening of a main part metallic mold (4) 
and the vacuum metallic mold (5). 

[0029]When setting like shaping and the packer of a container intermediate among a series of 
above-mentioned processes and carrying out vacuum forming of the container intermediate, A 
main part metallic njiold (4) is constituted as a vacuum metallic mold, and a filling nozzle (8) is 
constituted so that the inside of a container intermediate (P^ accompanying restoration may be 
deaerated by an air|jet hole (82). Namely, in shaping of the container intermediate by vacuum 
forming, After formihg a container intermediate (Pj) by adsorbing parison (P Q ) at a main part 
metallic mold (4), insert a filling nozzle (8) and it is filled up with a fluid, and a slot (22) is formed 
by press of knife edge (81 e) of a mantle block (81) lower end surface. Content volume is suitable 
for this vacuum forifning to a flat vessel 50 cc [ or less ] or a cylindrical container of 20 cc or 
less. 

[0030]As mentioned above, in the manufacturing method of the container concerning this 
invention, the parison (P Q ) with which the metallic mold was loaded to a container intermediate 
(Pp — a blow — or vacuum forming being carried out and. It has the process of filling up a 
container intermediate (P^ with a fluid by the inserted filling nozzle (8), And circular knife edge 
(81 e) is provided in the lower end surface [ of a mantle block (81) of a filling nozzle (8) ], i.e., 
periphery of filling nozzle (8), side, and the slot (22) of the abbreviated V character-like section 
in the inner skin of the head (2) of a container is formed by press of knife edge (81 e). Therefore, 
without performing special fabricating etc. to the specific part of the above containers, the slot 
(22) as a tear strip can be formed easily, and the above-mentioned container can be 
manufactured very efficiently. 
[0031] 

[Effect of the Invention]As explained above, according to the plastic filling container of this 
invention, it can be used as a temporary lid by fracturing the slot of an abbreviated V character- 
like section and putting the separated head on the neck. And when a head is made to fit into the 
major diameter of the neck according to the plastic filling container of a desirable mode, in order 
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that the lower end edge of the head equivalent to the pars basilaris ossis occipitalis of a slot 
may be in the state where it projected inside and may moreover fit in closely in the state of 
entering into the 2nd narrow diameter portion side a little, A head can be used as a simple and 
positive lid with little leakage. 

[0032]Since the above-mentioned slot is formed in the periphery side using the filling nozzle in 
which circular knife edge was provided according to the manufacturing method of the plastic 
filling container of this invention, the slot as a tear strip can be formed easily [ the inner skin of 
the head of a container ], and the above-mentioned plastic filling container can be manufactured 
very efficiently. 



[Translation done.] 



JP,2000-072124,A [DESCRIPTION OF DRAWINGS] 



1/1 ^-v 



* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1 This document hats been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF (DRAWINGS 



[Brief Description df the Drawings] 

[Drawing 1]The outline view showing four halves each of the transverse plane of a plastic filling 
container, and the s|ide concerning this invention 

[Draw i ng 2] Drawing of longitudinal section showing the shape and fitting structure of the head of 
a plastic filling container, and the neck 

[Drawing 3] Drawing of longitudinal section showing the extrusion process of parison in the 
manufacturing process of a plastic filling container 

[Drawin&4]Drawing of longitudinal section showing a mold clamp process in the manufacturing 
process of a plastic! filling container 

[Drawing 5]Drawing of longitudinal section in which it is shown like shaping and the packer of a 
container intermedi ate in the manufacturing process of a plastic filling container 



[Drawing 6] Drawi ng 



of longitudinal section showing shaping and the sealing process of a head in 



the manufacturing process of a plastic filling container 
[Drawing 7lDrawing of longitudinal section showing the structure of the filling nozzle which can 
be set like shaping and the packer of a container intermediate 
[Description of Not ations] 

1 : drum section 

2 : head 

22 : slot (tear strip)! 

3 : neck 

31 : the 1st narrow diameter portion 

32 : major diameter 

33 : the 2nd narrow] diameter portion 

4 : main part metallic mold 

5 : vacuum metallic mold 
8 : filling nozzle 
8 1e: Knife edge 

R^ The inside diameter of a head 
R v : The diameter of a slot 
r Q : The outer diameter of a major diameter 
r-: The outer diameter of the 2nd narrow diameter portion 
P Q : Parison 

P^ Container intermediate 
S : plastic filling container 



[Translation done.] 
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©ms 0 *>a# < awas ti-c^*fi0g*«s«. 
c»*3i 3 ] mm 2 Kia*8©8«©«s*j*r* 
t. «9&ffl©^aK«a;Lfc^ y y>*6SPWm»t 

-3, l>riS^a^X;i/©4iaiJ(c«, PffltRot-f7i9 
^i^nrte^ #»©H»©rtffiBfctotf*«v 

?^Bfffi©?i*IBiE^ ^71, J?©«r EK cfc -»T«*r 

[ftHOBMTCcllHll 
[0 00 1 ] 

[jSII_h©*OT#S?] ^Wtt. ^E#g=SfcJ:tf3 
[0 00 2] 

[URomffi] J«t^>XTA (Blw-Fni-Seal Sys 
tem) «, ya-jd0B*tfcttJE&J39& *EW*U:c«&t* 

©»fp*aaa»Ktf 5 q t kj: •) , £K«»»*gEW3 
^sk. iss*w»>*q-TiBffrsfc». &»*&£*© 

EH, ^a»y^9|^&£©j|H^,&S. *©«R») 
[0 00 3] 

[»8#»»l/J:5 4-j(-*W13 £t4T\ fiBBagftg 
g{c^3ftfcrtfF«rt±, »£tt3H8*H««K:itSK: 

££tm$ti2>m&i>&2>. WZ.lt, ±E©^H(c3t« 
3n/cE* B a B ©S^K^^T«, te©3R&W&fB6©fc 
»«:HitKJB©3E*T?il|iWr-r4C£*t*S. ^©glU, 
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[0004] *m&. -mmstiitjsamm&tc 
*i>r-^W{c»jh «W©<S*tt 5 ft 

fcfe©r**f3. -e©aw«, ffi»*H80fcis. wont 

c^»^?EWS«©«fi^ffi*att-rs c t(c*5 0 

[0 00 5] 

[«H*jB*-r-5fca>©*a3 ±sa©HH*ji«wsfc 

*Hs9i©fiE0**i»«. »%**§T4MgR 
i. 3SaH*©±««:3K»*^Lraft»6ftfcS±aJ£ 
10 LT©Bl»£*6JaSli^*«»g-p*or. Slg|5©T 
»Jj5WnJ^K^3n. tt9M3ft/cBlg|5£§l§B© 

■rs. ■*-&*>■&> woiisftfciistt. a»©^ja(c«e 
^•rscitcio. H*m©s«©*£LT«ttB-r4. 
[0006] ±iB©fie^^aRS«K:*»wsjff * Hr>»» 

tt. «J»)liSftfcBI»£5[«©±IB©K^«®Kfc»S 

1 ©/jNggp £ . mm 1 ©/j^s»©t*k Jt«-r * as 
gp£. s**sau©T*Kasft-r4*2©/jNS»£** 

20 A. WlO/Nffi^M&nWDTmoAMlfKB. T 
&*ftfc^©KV^WiH©RmK©*#H 

*fflr4 0TR»6n. aau©i*3©«tt»*©rt 

SB, g^©A@3P©^S£TO-^X«A«©^& 

ctDfeA*<s«sft, nsst#©?t©i:&«, wm<D± 
ssp©^sj: 0 fe/jN? < s^mmm 2 ©/jNg» j: 5 & 

[0 00 7] T ±E©l«K*Jlr»T«. BSV¥ 
«Wriii©*K:J:oTffl»*WO(iU. §S!H$©AS§I« 
»*Bc^3-SfclR. jfl©je»«:fflST5a»©jS»B, 
30 rtfflfcBmiUfctHB£&»J. HSIS©A&SR©fl-& 
<fc ») &b 3 Hfc». 9 2 ©/J^SaWWK^F A 0 

[ 0 0 0 8 ] *fc. *fi^5te«a«©«Ji* 

ffitt. ±e©»* Hr»«a©a«©«jS3?ffit?* ?) , ^ 
mj§©£Safc£» L fc a y y >*» essifi y a - 

XttK^fiBpr * ££K. »A§ ftfc^t*y XML <fc o 

IB3t«y X;l/©51-)HIJ{Ctt. RSW©^ -f?i» J?#R 
»6hT*>»). «B©HW©rtJSffiK*jtfSWV^KWr 

40 ffi©?t^ boib^ -f7i» y©WEK j: o xi&m 5. 

[0 00 9] 

[*9!©II*©JI5*3 *»«H©-^*^**H1BKS^ 

(.vtswrrs. hi». *i^K«ss^^«ss©iE 

ffi*i<ti>*MM©#H*^^T^IIElT?4)4o H2B, 

ssb^is«s»©s»*j «fc c;h»©^ & 6 c;«:«^«Ji 
iil^^Tillit^ H3 >; v >©ff u ffi 

LXS, H4«S»»Xg. H5tt^*^ft©^fc 
50 ^i-Ht?**. H7tt§H*F H m©fiSfJte<f;^»Xg 



[ 0 0 1 0 ] , 2KftWCDSS{COl,»Ttt9i-r*. * 
SftSBW < 1 ) i, ■)» < 1 ) ©JJSfcHa. (3) * 

So 

[0011] ««^^TAiB, &SK»«t,fc>-« 

mmcmm 2tiz®%<D£m*s£vm ! j xmom 

tt. a»*&£©ESijB|.> ftffi*&£©ttffi n a n> 

So 

[0012] ss*«id|rr4iHHii u 
w»?mfH«ni3W(wajn4. «s©rts»tt. *©w 

JBBI!&fcl6CT.ttfc«ttU»S*J. HftWK»5~2 
tttcS-^ < ^Wtt*#«U ilS, 30 0-8 00 M 

mggfcian-sns. gi^riSK:, ssr. us a) 
» O) sousp (2) owb^kb. nmtcmn 

[0013] *|6W©2fS«:*Jl»TB, KSP ( 2 ) £g 

s^0THirr*3ifc». ,bi» ( 2 ) ©±»k«. 
(2i) wmbti. mm (2) ©tswhk 

H^iOT©jw}iaj»*s»»6n4. mfrssi* 
gi^tt, aiw*«K:.!Biaj (2) ormm<mmmic 

m (22) *RttSC<!<ic,fc9fE*;*ftS. -Tfttofe. 

*»w©»»c*ji>T«: t an (2) ©Tffiffli«»fnj 
«K«R8sti, ^Stan/cusp (2) ^gns o) © 

^oiisn/csigp U) at, mm (3) ©ttjatc« 

[0014] H(C. *^:BJ©^4 U»HtfMc*Hr»Ttt. 

m i K^-raK. nap j: 2 ) ingp ( 3 ) # <t o ®8k 

i^TS/c&©#£©^>££ffi;t-Ct,>So -rfttot. H 
lRCfl22 (a) KjR-jhfcK. ( 3 ) tt. SlgiS 

( 2 ) ©T*«:js*-r ^0 1 (D/mm < 3 1 ) i . 
n 1 ©/jvsw©T^{caa*r 02) t . 
j<mm(DT?>itmm?z-m2(D>mm (33) 

T^So fLt, H2W^r»K. Hl©/h@gB (3 
2) tcMSaKSB (2) ©TSSHUtctt. MS (3) Kfafr 

^im^w-mmtin.mm (23) frm^n, »? 

frSiRDBB (2 3) ©FflJlffiJUJ. T#MU*)iA3;ft/t 
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WDBSV^»rffi©R3ttt©?f§ (22) fr\iJB©H*t 

[0015] Lfrk. JJB©»»K*H,>r. 913 (2) 
©W3©**ifc©rtS (R,) tt. USB (3) ©ASSR 

(3 2) ©*fS (r.) £«E|-frXtt*g» (3 2) 
©JfS(rJ <±0fe^*<^€$n, *fc 4 RBSttK© 
» (2 2) ©itS (R v ) «. »» (3) ©^SSP (3 
2) ©ftS (r.) J:»)fe^S<fi-PS[» (3) ©02 
(D/bWm (3 3) ©Jf« (r t ) «fc»)t>**<HSl3J-. 
10 So 192 (a) fc*st»Ttt. ±IB©S|g|5 (2) © 

l*lS (R f ) . (32)©^(r„) . M (2 

2) ©SS (R.) REWSS (3 3) ©5fS (r t ) * 

-en ^n¥#©s § l t t » s . 

[0016] MtC. *^©-S»i! bl>»BHCtel,»T 

«j*)Si$n/csigi5 (2) zmm o> K«£t,fc 
is. sssis (2) ©±T*i^i©«»*aiWLjiL-3ffiaj 
(2) iagp o) (Dmmmzmmziiztdsb, mm 
(2) omtmm (3) (D&mtonz ttmjzvM 

20 [0017] A^WfCB, H2 (a) Ki5«f ttK. SISP 

(2) ©^jsnetcfewsai (22) teffls-rsttaf^e 

SIS (2) ©p ( gffl'j©±SH*-c©^3 (H) ti. ggp 
(3 ) ©^S§|5 (3 2) (Cte^S±^ffl©JBffi^6^ 

mmtcxmztitcmm ( 3 > ©±sb < 3 4 > *r© 

(hx) J:0 , fro. SSP (3) ©02©/Jn 
(3 3 ) JCfeWST^M©fflfi*fr6MIB©i^ffi 
(34) S-C©WS (hj J;0fcfi<^3nSo T 
±fB©SW3©Hfftt. h 1 <H<h 1 (casn 

tc^So &*?>i(2 2) immm o> ©±ssb o 

30 4) tt. fittWSIKSIgCcfc^r. ^*^X;V (8) 
[0018] *IHB©SStt. H lRCfl82 (a) tCm 

tmic. mm (2) ©«* (2 1 > *asciK«t:o. 

BSV^KKffi©« (2 2) ««KU SSB (3) fr^al 
S (2) *tt»)*r. *UT. tllOKbfcfflW (2) 
tt. ±»©»K. «» (3) K«**CiKJ:0-«tt 

[0019] *©«-&. H2 (b) icnktmit, mm 
btemm (2) wt. sr»f?BE»u. cn^ssp o) 

40 ©*S§IS (32) tC«^3-a-fcl». » ( 2 2 ) ©JSSPiC 
ffiS^-SH* (2) ©TSUtt. rtWKSBWOfctt«i 
<C0. bfrl>, SalB©TS^©a& ^feb^, *(2 
2) ©aS (R v ) B. ±a©S(cS§I5 (3) <D±&m 
(3 2) ©^ (R.) «t»3fe/h3<E.o»2©/J^ 
(3 3) ©aS (r,) «t •) §1^5 (2) 

©iria©T^«. 02©/JnSS|5 (3 3) WK^FAO 

[0 02 0 ] MK. SMSP ( 2 ) ©ffi§ tMm ( 3 ) ©# 
SPfi[©^3 ifr±a©«3Qr«fS©l««{CKSSfir^S 
50 M&im. H2 (b) Kj^TSIvC. BlSP (2) 
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■ft*. S&DMSU.) 



tffct^ftteUT, 9ett (3) ©±SM (3 4) ffi 
SB (2) ©rt«B©±Jfilf. Sfc«» 3SUJBffiirt«S 

ioAowsi^ (2 4) k3»ts. m-o-c, *m<o 
SgKfe^rtt. ^oiiL/cslgp (2) £fgfM-es-3i§ 

[0021] ^micmmmommmic^ 
•r a tmmc, fmm®&mc&ifu,iwt y v >©rts 

[0 02 2] H&WJt^ -fciEOa«©«jBK*il»T 
g&M (5) &ffi$2t.2>. ##£§9 (4) ©* + fc*-f 

) m$mm o) owk*^ 

2 (5) ©+-fb'f--f 

«. ^©sisb (2) <d*HWcflii;-cfW*h-c(r>4. 
I (4) B, fi**lftF^o»«K:«t- s rs»ftX 
' 5) B, $ft£S! (4) ©:/a 
? *©±IMC*it>-C. (4) K#oT£»U 

fro, ££^^©»3:©S»K <fc o TSttftXBSH 

[0023] ®m>mmm\t, mc, * v y >©j? tu 
is. awtfim«s©««*<fccf*«ig. ffisp©^« 

±ig*6JSS. ftf. /<yy>©»migR:*ii>T 
tt. 03(c^T«(c, jtaH«K©#4* (6) ©T^cc 

( 4 ) < 5 ) btcmmvft 

■s-e. *©«»«:# J* (6) ij>p>?*--7ww) 
y> (Pa) ^WHi-ro euT. 04tc^r«i«: > *y 
y> (p.) ©±«%dw-rsiftK. (4) 
*S»*»fW*ci{|.J:»)/<yy> (P.) ©TSP£ 

[0 024] &(,vt?. ^*IBI*©filE«*J < fcC«B«Xg 

K*i>ttt. «§p ( i )I&c«h» o) tcmmrz® 
mvmzrfn-fmizm&imtzt. lasted 
■*-««:. wmm<o%^X)v u) ©t*k*<*^ 

(4) (E|) ^ffcfeM (4) 

KS»$n/cA';v> (P.) ©«c5t«yX;i/ 
(8) ^JfALr^S^ft (Pa) *ya-^T-S 
(H5#M) . SHBtflfft (PJ Vf&fflcmztiZ 
±S&<B$MsXto ( 8 ) ' tt. H 7 KStftK. BgPfflEK 
©5f «ya » * (81) £ > 3»^*ya ■» *©i*t,&ic 
J?A$tifc.xT-yX;M8 2) i, SIxT-yX^ 
©^McBf?aBB*»t+ r #A 3 tifc^c« J X)l ( 8 

3) (?Bf*f» 

[0 02 5 ] ^*yn ( 8 1 ) ». b'-i-VWlcB 



(4) ±«©* + e^^js*{ci^wrji|iE-r 
■5««:f»fiSSn4. ^Wcfcu-tti, ±fa©V^© 
31 (2 2) (H2 (a) mm) £«f£fc&, jt«s§7 

(8 1) o)Tmwimmw<Dtjyx.vi> (8 i 

e) ifiWtbtlZ. XT-SZK (8 2) B, CftKBS 
m$ fttc^m A ><D®W*.IC£ V . IBt£M©lft#jA 
*S09K*{c#5Sg*lfflft (Pa) rtSiS©«5m££E 
tcff5«KC:3nrt»S. *fc. ^t*yX;l/ (8 3) 
tt, aaft»©aA©IRKSlS©«**Kf±f x 
7-/^ (8 2) KtfOTjtfiBftiOfflSSfta. 
[0 0 2 6]Tfcfr*>> ^B-«fe^t, ^-gyn 
(8 1) B. *©T«lBKJ:5^yy> (P.) © 
JTOBtJ: 0 . ( 4 ) ttfcA- y y >( p 

„) ©rt»*swtKit±-r5. *©h. 

(8 1) B. T»t>f7iv^ (8 1 e) K«fcoT 

Ayy> (p.) mmvswm (22) 

a. mtpz>vmic*s^-c. (4) rt©±»{cffi 

g-TSxT-^X;!/ (8 2) B. ;<>JV> (P.) fcffi 
ffi^m^^L. A--jv> (P„) *H7K*-rttSr« 

(p,> 

[0 02 7] (83) it, mtpffift 

(Pa) ©JS»*T-aT»3tt6nfctt»6»6**9l 

#±t/6tift#6s8»*inift ( (pj tcmtwrnm 

TZ (07#M) . ^»©«fiJtt^*>X;U (8 3) © 
5feS4SS4T^ (PJ ©JSVtcttKStt. -eUT^ 
^»©»*Btt}&3 nfcij£«j^(cmn$#A 0 fc«»Kfi[ 

Bsesctccto, S«S©«4*^8!Uc|»±r*. * 

fc. *SSl©|R. (8 2) B. ffiSlv-f>© 

mz.ic£m%wm (p 1 > rt»%«a-r5. 

[0 02 8] ^D-«S^»Ot, ^«^X;l/ 

( 8 ) £ir 0 ^ l . nmotm* <t c^tt ±ig{c«fT t 
mfrzmm±Tmcb^x\t, ±ta©*^^s 

(5) K|feft3nfc*E«*failS-&SCiK:J:»3. § 
2S*PbH* (Px) ©±gP**^M (5) <D* + VT-< 

ffu, ssfimtt (Pa) ©±^^#*f±T5„ *© 
mmk (s) *»sci*m*. (4) sot 

(5) *M^TSCi(cJ;Dcn*BX0ffl-rc 

[0029]^, ±IB©Hi©I*M©5 fe> SS^Iffl 

^-T-Sii^B. (4) *tJ^^iOTflteS3 

ti. imsXfr (8) B, *«{c^58E»*IBIft 
(Pa) ftS©»a*xT-^X;I/ (8 2) (CioTtf 

f*©i«Kte^tB, *f*^S (4) Krtyy> 
(P.) %8K#T4C<!:(CJ:^. (Pa) %ff$ 

tftl/?fc«. %msX)\, (8) ^#Ab, «£»»*as»T 
^ i*(c. ^sya 9 ^ (81) TSM©^ ^i-;^ 



C5) 
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( 8 1 e ) <mmc& ^ti (22) *mst*. «* * 
zmmmmt, pmm&s o c ckt©jh¥S»**i» 

SJ2 0c c«T©RfiPS»{c*f3lt?*S. 

[0030] ±ffi©«w. 4«g©«e3^ 
(pj *:/n-xi«aw0*r state. #a 

$ftfc3t«UX;v (8) {cjr^rSPBtflffl* (p t ) (c 
«BBift*^*SIg«HiiL fro. JtiyXA (8) 
(WS^n^ (8 i)i©T4§®> ?t£t>*>. %m;x 
*(8) o^lKti, RSSK©^ >f 7 x 9 y ( 8 l 10 
e) *SRtf6ftT*9 v iSS©ai» (2) ©rtjgffifcfc 
WSftV^ttWriB©* (2 2) (8 1 

e) ©ffEE{c«fcoTjBfiS-r«. tse-a-c. ±e©a«c§a 

©#5E©§BftK>Sf L . ^mH=^JKL1t i'^JfeT C £ & 
<. H^iOT©« )2 2) ^PKMTt, @& 

, ciai*WK±ia©fFS«|«ji'T?# -a. 

[0 03 1 ] 

a»wwc»tf4ciKj:»)-wteit4UTiewra 20 

Ci*sffl**. *t/C. W*L^«l8©fiS^*iFgK 
0*«>. »2©/J^SKIfflcc^FA»)iitf««ra«{cB{ 

flfSt!a-dfitl©^&t«ftiii LT9I 

[ 0 0 3 2 ] s/c. *^<Dfm3mm<»$mfflkK. 

*^X^*tt«UT±gd©»4«RWSA:ft. 
OT©»*S^Bf^rtJaffi{cl»*«:»<ST?*. ®fe 30 

[0 1 ] *^HJ(c^a^S3t«^g©iEM*JJ;J>'fflfJffi©* 



[ a 2 ] j^&K&g©Rgi% j; vmm>i&W3: & tf«c 

i^$B£7j^«ffi0 

[S3] js^^«ss©«jSigK:*ji>r a y v >©ff 

[04] i^*aB@MSK«H^g{cte^-ra»*Xg* 

[05] ^^«§S©ISi&IgKfcUT§^fflft© 
ti9&fa «fc 09fc»Ig*j^«IWBH 
[06] ^^«§^©^®xg(cfcursi^©^*i 

[07] ^*raft©fi£BfcJ:^«Xg{cfcW5^« 

[##©1838] 



[03] 



[04] 
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: SISP 


22 


: m mm) 


3 




3 1 


: m 1 ©/NISB 


32 




33 


: 912<D/Mtm 


4 


: #ffe£M 


5 




8 




8 1 e 




Ri : 


3M35©rtS 


R v : 




r , : 


*&§|5©ftS 


r . : 


Sg2©/jN&BtS©?tfi 


P, : 




Pi : 




S 


: g^^a^fs 




[05] 



[06] 



